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cushion pad to each other 

with a reactive hot melt adhesive using a mould for 
attaching the cushion pad, 

and another mould for vacuum moulding and press-bonding. 
The cushion pad is 

coated with the adhesive. The cushion pad is attached to 
the mould for 

attaching, so that the adhesive coating side of the pad 
faces toward the mould 

for vacuum moulding and press bonding. Onto a frame for 
attaching the surface 

material thereto, disposed between the moulds, the surface 
material of 

thermoplastic resin is attached so that the backside of the 
surface material is 

positioned on the suction pad side. A movable heater 
provided between the 

adhesive coating side of the surface material and the 
backside of the surface 

material is applied to heat, and then moved. After 
heating, with the mould, 

the surface material is moulded, pressed against the 
cushion pad, and 
simultaneously cooled. 

USE/ADVANTAGE - For use in two-, three-wheel motorcars 
(e.g. , motor bikes, 

buggies, water skis, etc.). The moulding of the surface 
material and the 

bonding to the cushion pad is simultaneously carried out. 
The heater is 

effective in short moulding cycusi 
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(54) MANUFACTURE OF SEAT BY USING ADHESIVE 

(57)Abstract: 

PURPOSE: To manufacture a seat proper to a motor bicycle and a motor tricycle, and to 
shorten a molding cycle in an adhesive process by using adhesives capable of 
simultaneously conducting the forming of a skin material and the joining of the skin 
material and a cushion pad. 

CONSTITUTION: A cushion pad P is coated with adhesives A, and the adhesive coated 
surface of the cushion pad P coated is installed to a cushion-pad mounting mold toward 
a vacuum forming contact-bonding mold 5 1 . The rear of the skin material H of a 
thermoplastic resin is set up on the cushion pad side in a skin-material mounting frame 
3 1 arranged between the cushion-pad mounting mold and the vacuum forming 
contact-bonding mold 5 1 . The skin material H is heated by a heating apparatus 4 1 
between the adhesive coated surface of the cushion pad P and the rear of the skin 
material H, and the heating apparatus 41 is moved. The skin material H is formed by the 
vacuum forming contact-bonding mold 5 1 after a heating process while adhesives 
consisting of a vacuum forming contact-bonding process 50 cooling the skin material H 
as pressing the skin material H to the cushion pad side are used. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
dcunages caused by the use of this translation. 

1 . This document has been translated by computer. So the translation may not reflect the original precisely. 
2 **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The manufacture method of the sheet on which it makes it come mutually using the cushion-pad anchoring type and 
vacuum-forming sticking-by-pressure type which are characterized by providing the following to paste up epidermis material and 
a cushion pad with reaction type hot melt adhesive. The application process which applies adhesives to a cushion pad. Like the 
cushion-pad shipfitter who turns to a vacuum-forming sticking-by-pressure type the adhesives application side of the cushion pad 
which applied these adhesives, and attaches in a cushion-pad anchoring type Like the epidermis material shipfitter who attaches 
by making into a cushion-pad side the rear face of epidermis material which becomes the epidermis material garnish rim arranged 
between a cushion-pad anchoring type and a vacuum-forming sticking-by-pressure type from thermoplastics The heating process 
which moves the afterbaking equipment heated with the heating apparatus which can move between the adhesives application 
side of a cushion pad, and the rear face of epidermis material, and the vacuum-forming sticking-by-pressure process cooled while 
fabricating epidermis material with a vacuum-forming sticking-by-pressure type after a heating process and pressurizing to a 
cushion-pad side. 

[Claim 2] The aforementioned sheet is the manufacture method of the sheet using the adhesives according to claim 1 which are 
automatic 2 and a sheet for tricycles. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] this invention relates to the manufacture method of the sheet which was applied to the manufacture 

methods, such as a sheet, especially unified a cushion pad and epidermis material with adhesives. 

[0002] 

[Description of the Prior Art] From the former, in the sheet using adhesives, epidermis material and the cushion pad have been 
arranged between fluctuated types, and adhesives were made to intervene between these epidermis material and a cushion pad, it 
had joined to one, and adhesive-film-like a hot melt adhesive and a solvent type adhesive were used as adhesives. 
[0003] And injunction to epidermis material and a cushion pad, the cushion pad was countered at the mold of another side, and it 
has arranged, and adhesives were applied at least to one side of the opposed face of these cushion pads and epidermis material, 
and it pressurized and heated [ using a fluctuated type, one mold was made to meet and epidermis material has been arranged, and 
], and was manufacturing by carrying out cooling by the side of epidermis material further. 

[0004] In the technology which arranges the above epidermis material and cushion pads in an up-and-down mold separately, in 
order to make a molding cycle good, it constitutes so that one mold of up-and-down may cool with heating. Thus, heating with a 
same type and cooling at the time of adhesion with epidermis material and a cushion pad, will carry out heating cooling of the 
mold itself, and it prolongs a molding cycle on the contrary, and worsens manufacture efficiency. 

[0005] Moreover, although it was desirable when covering epidermis material to a cushion pad, and the so-called forming 
epidermis material which fabricated epidermis material in the predetermined configuration was used, when using the forming 
epidermis material which fabricated this epidermis material in the predetermined configuration, the epidermis forming cycle 
which makes epidermis material a predetermined configuration according to another process beforehand was required. 
[0006] The purpose of this invention is to offer the manufacture method of the sheet using the adhesives which can make 
simultaneous fabrication of epidermis material, and junction of epidennis material and a cushion pad. 

[0007] Other purposes of this invention are in offer of the manufacture method of the sheet using the adhesives which can shorten 

the molding cycle in an adhesion process. 

[0008] 

[Means for Solving the Problem] In the manufacture method of the sheet on which the invention in this application makes it come 
mutually using a cushion-pad anchoring type and a vacuum-forming sticking-by-pressure type to paste up epidermis material and 
a cushion pad with reaction type hot melt adhesive Like the cushion-pad shipfitter who turns to a vacuum-forming 
sticking-by-pressure type the application process which applies adhesives to a cushion pad, and the adhesives application side of 
the cushion pad which applied these adhesives, and attaches in a cushion-pad anchoring type Like the epidermis material 
shipfitter who attaches by making into a cushion-pad side the rear face of epidermis material which becomes the epidermis 
material garnish rim arranged between a cushion-pad anchoring type and a vaciium-forming sticking-by-pressure type from 
thermoplastics The heating process which moves the afterbaking equipment heated with the heating apparatus which can move 
between the adhesives application side of a cushion pad, and the rear face of epidermis material. It is the manufacture method of 
the sheet using the adhesives characterized by the vacuum-forming sticking-by-pressure process cooled while fabricating 
epidermis material with a vacuum-forming sticking-by-pressure type after a heating process and pressurizing to a cushion-pad 
side, and the shell bird clapper. This invention is used suitable for automatic 2 and the sheet for tricycles. 
[0009] what has an activity double bond for example, in a hot melt adhesive, has the thing, epoxy group, and latency hardening 
material which are hardened by ultraviolet rays, the electron ray, etc. with the reaction type hot melt in each above-mentioned 
invention, and heat-hardens, a NCO basis, and Si (OR) -- three What has the thing, sulfhydryl group, and metal oxide catalyst 
which have a machine and are hardened with moisture, and is hardened by oxygen can be mentioned, and the wet hardening type 
adhesives of an urethane system are especially desirable. 
[0010] 

[Example] Hereafter, one example of this invention is explained based on a drawing. In addition, a member, arrangement, etc. 
which are explained below cannot limit this invention, and can change it variously within the limits of the meaning of this 
invention. By this invention, drawing I or drawing 6 shows one example which explains this invention concretely, it is the 
manufacture method of the sheet on which it makes it come mutually using a cushion-pad anchoring type and a vacuum-forming 
sticking-by-pressure type to paste up epidermis material and a cushion pad with reaction type hot melt adhesive, and the suitable 
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example for automatic 2 and the sheets for tricycles, such as a motorcycle, a buggy, and a jet ski, is shown, and specifically, makes 
the sheet S for motor bicycles an example, and explains it. 

[00 1 1 ] As drawing 6 shows, the sheet S of this example lays a cushion pad P on the bottom plate B, and does not come to cover 
with the epidermis material H, the epidermis material H of this example joins the backing material 2 made of cloth, such as 
knitted fabric, to the facing 1 which consists of the thermoplastics, for example, P VC, which does not have permeability, this 
epidermis material H is formed in a predetermined configuration, and the cushion pad P is covered with the above-mentioned 
epidermis material H. And a cushion pad P and the epidermis material H are joined and formed in one by Adhesives A. 
[0012] The manufacture method of the sheet S using the adhesives A in this example is equipped with the following process. The 
cushion-pad shipfitter who turns to vacuum-forming sticking-by-pressure type 51 the application process 10 which applies 
Adhesives A to a cushion pad P, and the adhesives application side of the cushion pad P which applied these adhesives A, and 
attaches in cushion-pad anchoring type 2 1 Namely, 20, The epidermis material shipfitter who attaches by making into a 
cushion-pad P side the rear face (namely, backing material 2) of the epidermis material H which becomes the epidermis material 
garnish rim 31 arranged between cushion-pad anchoring type 21 and vacuum-forming sticking-by-pressure type 51 from 
thermoplastics 30, The heating process 40 which moves heating apparatus 41 after heating with the heating apparatus 41 which 
can move between the adhesives application side of a cushion pad P, and the rear face of the epidermis material H, It is the 
vacuum-forming sticking-by-pressure process 50 cooled while fabricating the epidermis material H by vacuum-forming 
sticking-by-pressure type 51 after the heating process 40 and pressurizing to a cushion-pad P side. 

[001 3] The application process 10 which applies Adhesives A to the cushion pad P in this example applies uniformly the fused 
adhesives A of a reaction type hot melt to the plane of composition 1 1 of the epidermis material H in a cushion pad P with the 
spray gun G of exclusive use, as drawing 2 shows, what has an activity double bond, for example in a hot melt adhesive, has the 
thing, epoxy group, and latency hardening material which are hardened by ultraviolet rays, the electron ray, etc. as reaction type 
hot-melt-adhesive A used by this example, and heat-hardens, a NCO basis, and Si (OR) - three What has the thing, the sulfhydryl 
group, and the metal oxide catalyst which have a machine and are hardened with moisture, and is hardened by oxygen can be 
mentioned, and the adhesives A of the wet hardening type of an urethane system are especially desirable Specifically, it is 
moisture hardening type hot-melt-adhesive A which makes a polyester system isocyanate prepolymer a principal component, and 
that by which Kamiichi is carried out can be used (for example, the "Hi^bon 4832" registered trademark, Hitachi Chemical 
polymer incorporated company). 

[0014] Thus, conveyance etc. becomes possible, in order that Adhesives A may carry out cooling solidification after an 
application, shortly after applying reaction type hot-melt-adhesive A to a cushion pad P. Moreover, about the application of 
Adhesives A, it is also good for it not to be necessary to apply all over a cushion pad P, and to apply only to the taking-a-seat side 
of a cushion pad P. 

[001 5] Next, a cushion-pad shipfitter performs 20 after the application process 10 which applies Adhesives A to a cushion pad P 
as mentioned above. Like the cushion-pad shipfitter of this example, 20 attaches a cushion pad P in attached type 2 1 , and 
performs it to it. That is, as drawing 1 shows, a cushion pad P is attached in cushion-pad anchoring type 2 1 . At this time, the field 
of an opposite side is attached in cushion-pad anchoring type 21 the application side (plane of composition) 1 1 side of Adhesives 
A. 

[0016] The epidermis material garnish rim 3 1 which consists of a frame is used for 30 like the epidermis material shipfitter of this 
example, and this epidermis material garnish rim 3 1 is arranged between cushion-pad anchoring type 21 and cooling 
sticking-by-pressure type 51 , attaches the epidermis material H in the epidermis material garnish rim 3 1 , and carries out set-up 
maintenance of the epidermis material by the well-known clamp member. That is, the epidermis material H is arranged by the 
epidermis material garnish rim 3 1 between cushion-pad anchoring type 2 1 and vacuum-forming sticking-by-pressure type 5 1 . 
The epidermis material H joins the backing material 2 made of cloth, such as knitted fabric, to the facing 1 which consists of 
thermoplastics, for example, PVC, as mentioned above, makes a rear-face [ of the epidermis material H ] 2, i.e., backing material, 
side a cushion-pad P side, and attaches it in the epidermis material garnish rim 3 1 . In addition, as for an epidermis material 
shipfitter, 30 and a cushion-pad shipfitter do not ask the sequence of 20. 

[0017] Next, both adhesives application sides of the epidermis material H and a cushion pad P are heated according to the heating 
process 40. The heating apparatus 41 of this example heats die adhesives application side side [ of a cushion pad P ], and 
epidermis material H, and performs it by well-known meanses, such as steam and hot blast. Although arranged between the 
adhesives application side of a cushion pad P, and the rear face (backing material side) of the epidermis material H, this heating 
apparatus 41 is constituted possible [ a slide ], as drawing 1 shows. Therefore, the adhesives application side of the epidermis 
material H and a cushion pad P can be simultaneously heated with heating apparatus 4 1 . And after heating, heating apparatus 4 1 
is moved out of the range of cushion-pad anchoring type 21 and vacuum-forming sticking-by-pressure type 51. 
[0018] Next, the vacuum-forming sticking-by-pressure process 50 is performed. The vacuum-forming sticking-by-pressure 
process 50 of this example includes fabrication of the epidermis material H, and sticking by pressure with the epidermis material 
H and cushion pad P which were fabricated. That is, the epidermis material H is fu-st fabricated by vacuum-forming 
sticking-by-pressure type 5 1 after the heating process 40. That is, as drawing 3 and drawing 4 show, the epidermis material H is 
fabricated in the mold configurafion of vacuum-forming sficking-by-pressure type 51 by moving, forcing and carrying out vacuum 
length of vacuum-fonming sticking-by-pressure type 5 1 , and attracting it to the heated epidermis material H side. The cooling fan 
33 is arranged in the up position of the epidermis material garnish rim 3 1 , and when the vacuum forming of the heated epidermis 
material H is carried out by vacuum-forming sticking-by-pressure type 5 1 , it consists of these examples so that it may cool with a 
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cooling fan 33. 

[00 1 9] Next, it is cooled, while cushion-pad anchoring type 2 1 moves and pinching pressurization of the epidermis material H 
and the cushion pad P is carried out among these, as drawing 4 shows. Cooling sticking-by-pressure type 5 1 of this example is 
carrying out the box configuration, and **** 52 is carrying out the **** configuration which meets in the shape of [ of Sheet S ] 
surface type (the epidermis material H and configuration by the side of the epidermis material H of a cushion pad P). Two or more 
breakthroughs 53 are formed in this **** 52, and the interconnecting tube 54 and the cold-water pipe 55 are attached in the 
predetermined position of the side of cooling sticking-by-pressure type 5 1 . 

[0020] Next, united epidermis material H and cushion pad P are removed from attached type 2 1 like drawing 5 , and as drawing 6 

shows, terminal treatment of the epidermis material H is considered as the bottom plate B. 

[0021] 

[Effect of the Invention] As mentioned above, the manufacture method of the sheet using the adhesives which can make 
simultaneous fabrication of epidermis material and junction of epidermis material and a cushion pad can be offered, and it is 
suitable as the manufacture method of the sheet for 23 automatic vehicles. Moreover, since the heated type shall be differed from 
the vacuum-forming sticking-by-pressure type, the molding cycle in an adhesion process can be shortened. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
dcunages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original precisely. 
2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is the outline block diagram showing the manufacturing installation in the example of invention. 
Prawing 2] It is explanatory drawing showing an adhesives application process. 

Pr awing 3] It is explanatory drawing showing fabrication of tiie epidermis material in a vacuum-forming sticking-by-pressure 
process. 

[Drawing 4] It is explanatory drawing showing the sticking-by-pressure process of epidermis material and a cushion pad in a 
vacuum-forming sticking-by-pressure process. 

[Drawing 51 It is explanatory drawing showing the sticking-by-pressure state of epidermis material and a cushion pad. 
[Drawing 61 It is the cross section of a sheet. 
[Description of Notations] 
1 0 Application Process 

20 Like Cushion-Pad Shipfitter 

2 1 Attached Type 

30 Like Epidermis Material Shipfitter 

3 1 Epidermis Material Garnish Rim 

40 Heating Process 

41 Heating Apparatus 

50 Vacuum-Forming Sticking-by-Pressure Process 

5 1 Vacuum-Forming Sticking-by-Pressure Type 
A Reaction type hot melt adhesive 

H Epidermis material 
P Cushion pad 
S Sheet 
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